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(54) Method and apparatus for the production of slabs of granulated stone materials and/or sands 
bound with a hardenable resin 



(57) During the manufacture of slabs of granulated 
stone material and/or sands bound with a resin which 
can be hardened, preferably hot, and with the aid of a 
catalyst, in which a mixture (26) of granulated material 
and/or sand and resin is deposited as a layer (30) of 
uniform thickness and predetermined outline on a sup- 
port (10) protected beforehand by a sheet material (20), 
and the layer in question, which is also protected on its 



upper surface with a similar sheet material (32), is sub- 
jected to vibratory compaction under vacuum and to a 
hot hardening process in the presence of the catalyst, 
sheets of resilient material (20,32), particularly of natu- 
ral or synthetic rubber, preferably neoprene, are used 
as the protective sheets and, after the hardening, are 
removed, preferably pulled, from the covered and pro- 
tected surfaces of the resulting slab. 
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Description 

The present invention relates to the manufacture of 
slabs of crushed stone materials and sands bound with 
resin. 

More specifically, the present invention relates to a 
method and apparatus for the manufacture of the afore- 
mentioned slabs. 

It is known in the prior art to manufacture slabs 
made of granulated natural stone materials and/or 
sands and of a binder consisting of a resin which is hard- 
ened, preferably hot, in the presence of a catalyst. 

In this connection, Italian patents Nos. 1,056,388 
and 1,11 7,346 (US Patent No. 4,204,820) are worth not- 
ing and describe a method which provides essentially 
for the following steps: 

1 . preparation of a mixture constituted by granulat- 
ed material of a selected size and by synthetic resin: 

2. spreading of metered quantities of mixture at reg- 
ular intervals on a conveyor belt, the surface of 
which is covered by a protective strip of paper, so 
as to arrange the mixture in a substantially uniform 
thickness within a predetermined perimeter; 

3. superimposition of a second protective paper 
strip on the layer of mixture and advancing to a 
pressing step under a press plate, with simultane- 
ous application of a vibration of predetermined fre- 
quency, the mixture at the same time being kept un- 
der a vacuum of predetermined magnitude; 

4. transfer of the unfinished slab to a hardening ov- 
en in which the resin hardens and the slab acquires 
the final properties desired. 

The apparatus for implementing the method de- 
scribed briefly above consists essentially of a conveyor 
belt which advances intermittently from the mixture- 
spreading station to the press for vibratory compaction 
under vacuum and from there to the drying and harden- 
ing oven. 

A problem connected with this method, to which an 
industrially advantageous solution has not up to now 
been found, is that of the removal of the paper which, 
owing to the anchorage exerted by the resin, remains 
strongly adhering to the front and rear face of each re- 
sulting slab. 

Moreover, in many cases, the application of heat in 
the resin-hardening step produces, in the paper cover- 
ing the slabs, a corrugated shape which is mirrored in 
the adjacent surface of the slab. The removal of this pa- 
per involves lengthy and expensive operations, for ex- 
ample of sizing with abrasive tools constituted by dia- 
mond-impregnated segments or plates and thus also 
the removal and consequent wastage of a surface layer 
of the slab, the thickness of which increases as the cor- 
rugated shape and the wrinkles of the paper becomes 
more evident. 

.Clearly, the production of the finished slabs is thus 



quite laborious and hence quite expensive. 

The main object of the present invention is to pro- 
vide a method and apparatus for the production of slabs 
of granulated stone materials and/or sands bound with 
5 resin in which the problem set out briefly above is sub- 
stantially solved in an industrially advantageous man- 
ner. 

Thisobject is achieved, in the first place, by means 
of a method for the manufacture of slabs constituted by 
^0 granulated stone materials and/or sands bound with a 
hardenable resin, of the type in which a mixture of gran- 
ulated stone materials and/or sands and hardenable 
resin is spread on a support so as to form a layer of 
substantially uniform thickness, the support being pro- 
's tected by a sheet material interposed between the upper ' 
surface of the support and the layer of mixture, the sup- 
port is transferred to a station for vibratory compaction 
under vacuum, care being taken to protect the upper 
surface of the layer of mixture with a sheet material su- 
perimposed on the layer before it reaches the station 
and, after the vibratory compaction under vacuum, the 
support with the layer of compacted mixture is trans- 
ferred to a hardening station, the method being charac- 
terized in that the sheet material, that is, both the sheet 
interposed between the support and the layer of mixture 
and the sheet extended to protect the upper surface of 
the mixture, is constituted by a highly resilient material. 

In the preferred embodiment of the present inven- 
tion, the sheet material is constituted by natural or syn- 
thetic rubber particularly butadiene, neoprene, silicone 
rubbers, natural rubber or another material having sim- 
ilar necessary properties of resilience and resistance to 
chemical agents and heat, taking it into account that the 
resin hardening step involves temperatures of between 
130 and 150°C. 

Reference will be made to neoprene in the following 
description without limiting intention, but solely to indi- 
cate the preferred material, by way of example. 

It has in fact been found that, if thin sheets of neo- 
prene, preferably at 3 mm, are substituted for the sheet 
of paper, these not only adhere perfectly during the 
pressing of the surface of the tile or slab being formed, 
permitting the production of perfectly planar surfaces 
and of sufficiently and satisfactorily sharp corners but, 
in particular, can be removed from the slab after hard- 
ening simply by the application of a force directed in a 
direction such as to separate the sheets from the corre- 
sponding faces of the completed slab. 

The lower neoprene sheet (that is, that on which the 
slab bears during the hardening stage) is preferably as- 
sociated with a substantially inextensible cloth, which is^ 
preferably incorporated in its thickness and has the 
function of preventing the extension of the rubber during 
the transfer of the slab by the Transfer means of the 
moulding to the catalysis oven (and hence with the slab 
still interposed between them) from damaging the sur- 
face of the slab. The transfer is normally carried out by 
a pliers truck gripping the neoprene lower sheet and 
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dragging the whole into the catalysis oven. 

Moreover, the separation of the sheets from the 
completed slab does not involve tearing or damage of 
the sheets and they can therefore be re-used many 
times, clearly with economic advantages. 

According to a variant of the invention, a release 
agent and/or lubricant of known type is applied to the 
surface of the neoprene sheet which is intended to come 
into contact with the mixture. 

The opportunities afforded by the present invention 
also include the provision, on the neoprene sheet, on its 
surface which is intended to come into contact with the 
mixture, of shaped projections and/or recesses which 
necessarily cause the formation of corresponding re- 
cesses or projections in the corresponding facing sur- 
face of the finished slab. For example, if the surface in 
question is the rear face of the slab, these recesses or 
projections favour the anchorage of the slab to the sur- 
face on which they are laid. In the case of the front or 
visible face of the finished slab, on the other hand, cer- 
tain patterns or decorative designs can thus be formed. 

Moreover, the use of the sheet of natural or synthet- 
ic rubbery material simplifies the hardening of the slab, 
particularly when it takes place by the application of heat 
assisted by catalytic action. 

In fact, in embodiments of the prior art, the neces- 
sary heat was applied by the interposition of each slab 
to be hardened between two metal plates brought close 
together and heated to a suitable temperature. This was 
due, in particular, to the need to ensure a homogeneous 
and uniform transfer of heat to the entire slab being 
hardened. 

With the use of the rubbery sheet material, it be- 
comes possible to carry out this step in a more controlled 
manner since the rubbery sheet, which adheres well to 
the heating plate and to the surface of the material to be 
hardened, permits more homogeneous and gradual 
heating of the slab to be hardened, owing to its different 
heat-transfer coefficient in comparison with that of the 
metal plate. 

In addition, the presence of the neoprene sheet per- 
mits a notable increase in the catalysis temperature 
since it prevents any adverse effects such as, for exam- 
ple, the formation of carbon dioxide (in gaseous form 
and hence in the form of bubbles) in the binding resin. 

The apparatus according to the present invention in 
turn includes a support which can be moved through a 
plurality of stations, there being provided: 
a first station for the deposition of a protective sheet on 
the support, a second station for the spreading of a pre- 
viously-prepared mixture of granulated stone material 
and/or sand and hardenable resin in the form of a layer 
of predetermined thickness and outline on top of the 
sheet of protective material, a third station for the appli- 
cation of a second sheet of protective material on top of 
the layer of mixture deposited and spread on the first 
sheet of protective material a fourth station for vibratory 
compaction under vacuum, in which a mechanical press 



connected to means for generating vibratory motion at 
a predetermined frequency acts on top of the second 
sheet, the vibratory compaction being carried out with 
the layer of mixture kept under a predetermined degree 
$ of vacuum, and a fifth station for the hardening of the 
resin forming the mixture, the hardening station being 
constituted by an oven in which each slab preformed 
with the use of the mixture and emerging from the station 
for vibratory compaction under vacuum is subjected to 
10 the effect of heat, normally with the aid of a suitable cat- 
alyst, for the time necessary to complete the hardening, 
characterized in that the protective sheet material is 
highly resilient material, consisting of natural or synthet- 
ic rubber preferably selected from butadiene, neo- 
1$ prene, silicone rubbers, natural rubber or another ma- 
terial rubber, the first and second sheets of resilient ma- 
terial having dimensions larger than those of the layer 
of mixture so that the edges of the two sheets are su- 
perimposed for a predetermined width outside the layer 
20 of mixture, enclosing it along its entire perimeter. 

A suitable release agent and/or lubricant may also 
be possibly applied to the surfaces of the sheets which 
are intended to come into contact with the mixture. 
In the preferred embodiment of the present inven- 
ts tion, downstream of the hardening station, a station is 
provided in which the protective sheets of resilient ma- 
terial are removed, for example, by pulling-off, the 
sheets then being recycled upstream for re-use, natu- 
rally after they have been cleaned of any residues of 
30 mixture. 

The characteristics and advantages of the present 
invention will become clear from the following descrip- 
tion of a preferred embodiment, given with reference to 
the appended drawings, in which: 

35 

Figure 1 is a schematic side view of the apparatus 
according to the present invention, 
Figure 2 is a partially-sectioned, perspective view 
of a product made of a mixture of granulated mate- 
40 rial and resin after vibratory compaction under vac- 
uum and before the drying and hardening step, 
Figure 3 is a transverse section taken in the plane 
Ill-Ill of Figure 2, 

Figures 4 and 5 are views similar to Figures 2 and 
4 $ 3 of a variant of the present invention, 

Figure 6 is a plan view of the lower sheet of resilient 
material used in the manufacture of the product of 
Figure 4. 

so With reference first of all to Figures 1 , 2 and 3, the 

apparatus according to the present invention comprises 
a support 10 in the form of an endless conveyor belt driv- 
en in the direction indicated by the arrow 1 2. Rollers 1 4 
and 16, driven by drive means, not shown, are provided 
55 for the intermittent translational movement of the con- 
veyor belt 10. 

In a first station A, suitable means supply neoprene 
sheets 20 taken from a feeder 22 onto the upper surface 
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or pass 18 of the belt 10, one at a time. 

In accordance with an embodiment of the apparatus 
and of the method of the present invention, immediately 
downstream of the station A there is a station B in which 
suitable spray nozzles 24 deposit on the sheet 20 a re- 5 
lease composition having the function of preventing a 
thin layers of granulated material and resin mixture from 
adhering on it. 

Any release agent may be used, such as, for exam- 
ple, the releasing compositions which are applied to the io 
backs of self-adhesive tapes so that the tapes can be 
wound in rolls and unwound in the usual manner. 

Naturally, instead of the releasing composition, oth- 
er means having the same function, such as, for exam- 
ple ; of anti-adhesive thins films , may be used. is 

Immediately downstream, the sheet 20 transported 
by the conveyor belt 10 enters a station C in which a 
metered quantity of previously prepared mixture 26 of 
granulated stone material and/or sand and hardenable 
resin binder is deposited, with the aid of a suitable 20 
moulding frame, on the upper surface of the sheet 20 in 
the form of a layer 30 of uniform thickness having sub- 
stantially the desired dimensions of the final slab. 

In the drawing, a feeder in the form of a conveyor 
belt 28 is shown for supplying the previously mixed mix- 25 
ture. 

Naturally, in this case also, a different feeder may 
be provided instead of the conveyor belt 28, or the out- 
put of the mixer preparing the mixture 26 may used di- 
rectly. 30 

From the station C the conveyor belt and then the 
sheet 20 bearing the layer 30 of mixture, is transferred 
to a further station D to which a second sheet (the upper 
sheet) 32 of the same resilient material, previously 
sprayed with a release agent which is deposited on top 35 
of the layer 30 so that its edges fit together with those 
of the lower sheet 20. Since the layer 30 is thus encap- 
sulated between the two sheets 20 and 32, the dimen- 
sions of the sheet 32 clearly have to be larger than those 
of the sheet 20 in order to achieve the aforementioned 40 
fitted-together condition of the edges ofthe sheets 20 
and 32. 

To achieve this condition, peripheral pressing 
means may be provided in the station D, or the afore- 
mentioned condition may be achieved within the next 45 
station E. 

This is of a type known, for example, from the two 
Italian patents cited above and consists of a press 34 
having a compaction and pressure plate 36 which in turn 
is movable between a raised or inactive position in which so 
it permits the input and discharge of the product consti- 
tuted by the mixture 30 imprisoned between the two 
sheets 20 and 32, and a lowered or operative position 
in which it performs the aforesaid compaction (which is 
the condition shown in Figure 1 ). ss 

In this situation, moreover, a pressing frame 38 is 
fixed to the plate 36 and presses together the four pe- 
ripheral edges of the two sheets 20 and 32 which fit to- 



gether, preventing the mixture forming the layer 30 from 
escaping. 

Moreover, the thickness of the upper sheet 32 is se- 
lected so as to be thin enough (about 3 mm) to produce 
sharp upper corners in the product resulting from the 
compaction carried out by the plate 36. 

As is known, a vibration generator (not shown) op- 
erating at a predetermined frequency is fixed to the plate 
36 of the press and the assembly constituted by the 
press and the vibrator as well as by the layer of mixture 
imprisoned between the two sheets 20 and 32 is in turn 
enclosed in a chamber or housing (also not shown) in 
which a vacuum of predetermined magnitude is formed 
at least during the vibratory compaction stage. 

At the output of the station E, the product M resulting 
from the vibratory compaction under vacuum is in the 
condition shown in Figure 3 and is transferred to a sta- 
tion F consisting of an oven 40 for hardening or cross- 
linking the binding resin, this oven possibly being the 
oven with metal plates 42 already mentioned above or 
a pressure oven, which is also known. 

At the output of the station F each product is sent 
to a finishing step (that is. to the conventional processes 
carried out on slabs of stone material) care first being 
taken to remove the sheets of resilient material 20 and 
32. 

As already mentioned, this removal takes place 
very easily by the application of a force which tends to 
separate each sheet from the adjacent surface of the 
slab of crushed stone bound with polymerized resin. 

A substantially inextensible cloth is preferably fixed 
to the lower sheet or even more preferably, is incorpo- 
rated in its thickness, so that when this sheet is pulled 
off together with the upper sheet in a condition in which 
the weight of the slab not yet hardened bears on the 
lower sheet, the slab is not damaged by the resilient ex- 
tension of the sheet. 

Moreover, the sheets 20 and 32 are recovered in- 
tact so that they are recovered and recycled upstream 
of the stations A and D, respectively, after short and 
easy operations to clean off any debris of the mixture 
remaining adhering to the surfaces of the sheets. 

Alternatively, one of two sheets of resilient material 
may be provided with shaped projections or recesses, 
for example, projections of the type generally indicated 
44 in Figure 6, which may also, have shapes with un- 
dercuts since the resilience ofthe material enables them 
to be separated from the final product by virtue of their 
resilient deformability. 

With regard to the rear face, that is, the face which 
is not in view in the finished slab, it is thus possible, for 
example, to form a honeycomb structure which may 
even have very small cells. 

With regard to the front face, on the other hand, that 
is, the face of the final slab which is in view, it is thus 
possible to form decorative patterns either in relief or in 
recessed or incised form, with the use of corresponding 
recesses or projections formed in the face of the sheet 
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of resilient material which is contact with the mixture. 

Recesses or projections are thus formed in the sur- 
faces of the final slab and, as already mentioned, when 
the surface of the slab in which they are formed is the 
rear face, that is, the face which is not in view, serve to 5 
improve the anchorage of the final slab to the wall or 
floor to which the slab is subsequently fixed, for exam- 
ple, by means of a cementitious mortar 

Alternatively, in the case of the front face of the fin- 
ished slab : decorative patterns can be formed in re- w 
cessed form or in relief, respectively. 

Naturally, linear reinforcing elements may also be 
associated with these recesses or grooves, or they may 
be used to combine, with the rear face, a second layer 
of another material such as, for example, a sound-dead- is 
ening and/or uninflammable material. 

Naturally, conceptually equivalent modifications 
and variants are possible and foreseeable, both with re- 
gard to the method and with regard to the apparatus, 
without departing from the scope of the invention. 20 

Claims 

1. Method of producing slabs made of granulated 2s 
stone materials and/or sands bound with a harden- 
able resin, of the type in which a mixture of granu- 
lated stone material and/or sand and hardenable 
resin is spread on a support so as to form a layer of 
substantially uniform thickness, the support being 30 
protected by a sheet material interposed between 

the upper surface of the support and the layer of 
mixture : the support is transferred to a station for 
vibratory compaction under vacuum, care being 
taken to protect the upper surface of the layer of 3S 
mixture with a sheet material superimposed on the 
layer before it reaches the station and, after the vi- 
bratory, compaction under vacuum, the support with 
the layer of compacted mixture is transferred to a 
hardening station, t he m ethod being characterized 40 
in that the sheet material is constituted by natural ( 
or synthetic rubber selected among butadiene, ne- ) 
oprene, silicone rubber, natural rubber or another \ 
material having similar properties of resilience and 
resistance to chemical agents and heat and in th'at 45 
the sheet material consists of a lower sheet inter- 
' posed "belweVnlrTesu p por t .and the layer of mixture^ 
- deposited thereonto and of an upper sheet spread ) 
out to protect the surface of the mixture, said sheets V 
having greater dimensions then said layer mixture \so 
so that perimetral strips of^said upper and lower J 
sheets are in reciprocal contact. 

2. Method according to claim 1 , characterized in that 
said sheet material is resistant to temperatures of 55 
between 130 and 150°C. 

3. Method according to Claim 1 , characterized in that 



a release agent and/or lubricant is applied to each 
sheet, on its the surface which is intended to come 
into contact with the mixture. 

4. Method according to Claim 1 , characterized in that 
at least one of the sheets has, on its surface which 
is intended to come into contact with the mixture, 
projections and/or recesses for forming corre- 
sponding recesses or projections in the corre- 
sponding face of the finished slab. 

5. Method according to Claim 4, characterized in that 
the projections and/or recesses are shaped so as 
to form recesses and/or projections, respectively, 
for improving the anchorage of the slab in the ce- 
mentitious mortar used for laying. 

6. Method according to Claim 4, characterized in that 
the projections and/or recesses are shaped so as 
to form recesses and/or projections, respectively, 
with an aesthetic and decorative effect. 

7. Method according to Claim 1 , characterized in that 
a layer of a release agent is applied to a peripheral 
strip of at least one of the two sheets of resilient ma- 
terial, on the face which is intended to fit together 
with the other sheet of resilient material. 

8. Method according to Claim 7, characterized in that 
the release agent is a releasing composition of the 
type used for the backs of self-adhesive tapes. 

9. Method according to Claim 1 : characterized in that 
a substantially inextensible cloth is associated with 
the lower sheet. 

10. Method according to Claim 9, characterized in that 
the cloth is incorporated in the thickness of the 
sheet. 

11. Apparatus for producing slabs of granulated stone 
material and/or sands bound by a hardenable resin, 
of the type including a support which can be moved 
through a plurality of stations, there being provided; 
a first station for the deposition of a protective sheet 
on the support, a second station for the spreading 
of a previously-prepared mixture of granulated 
stone material and/or sand and hardenable resin in 
the form of a layer of predetermined thickness and 
outline on top of the sheet of protective material, a 
third station for the application of a second sheet of 
protective material on top of the layer of mixture de- 
posited and spread on the first sheet of protective 
material, a fourth station for vibratory compaction 
under vacuum, in which a mechanical press con- 
nected to means for generating vibratory motion at 
a predetermined frequency acts on top of the sec- 
ond sheet, the vibratory compaction being carried 
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out with the layer of mixture kept under a predeter- 
mined degree of vacuum, and a fifth station for the 
hardening of the resin forming the mixture, the hard- 
ening station being constituted by an oven in which 
each slab preformed with the use of the mixture and s 
emerging from the station for vibratory compaction 
under vacuum is subjected to the effect of heat, nor- 
mally with the aid of a suitable catalyst, for the time 
necessary to complete the hardening, character- 
ized in that the protective sheet material is a resilient 10 
material consisting of natural or synthetic rubber se- 
lected among butadiene, neoprene, silicone rub- 
bers, natural rubber or another material provided 
with similar properties of resilience and resistance 
to chemical agents and heat, the first and second is 
sheets of resilient material having dimensions larg- 
er than those of the layer of mixture so that the edg- 
es of the two sheets are superimposed for a prede- 
termined width outside the layer of mixture, enclos- 
ing it along its entire perimeter. 20 

12. Apparatus according to Claim 11, characterized in 
that, downstream of the hardening station there is 
a station in which the protective sheets of resilient 
material are removed from the processed slabs 25 

13. Apparatus according to Claim 12, characterized in 
that the removal means are pulling means. 

14. Apparatus according to Claim 12, characterized in 30 
that the protective sheets recovered by removal 
from the processed slabs are recycled upstream of 

the apparatus for re-use after being cleaned of any 
residues of mixture. 

35 

15. Apparatus according to Claim 11, characterized in 
that, downstream of the station for the deposition of 
the first protective sheet on the support, there is a 
station for the application of a release agent to a 
peripheral strip of the sheet, the release agent being *o 
applied to the sheet on its face which is intended to 

fit together and come into contact with the second 
sheet of resilient material. 
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